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© Method of producing a swim fin. 



© A method of producing a swim fin comprising a 
shoe portion (101) made of a first, comparativelly 
supple, moldable material; 

a blade portion (201) made of a second compara- 
tively stiff material; said blade portion (201) and said 
shoe portion (101) being connected together in a 
. stable manner by molding in a mold said shoe 
portion (101) on said blade portion (201). character- 
ized in that said blade portion (201) is provided with 
at least one longitudinally extending deformable 
membrane like element (202), and by the fact that 
the method comprises the steps of: 

a) forming at least one longitudinal slit (401) 
J2 into sa 'd blade portion (201), extending from the the 
^free fore end (501). of said blade portion (201) up to 
00 in proximity of the root end (601) of said blade 
§J portion (201); . . • •• * 

— b) forming at least one groove (7) or channel 
00 in the said blade portion (201), and/or the mold 
^associated with said blade portion (201), extending 
from said shoe- portion (101) up to said slit (401). 
Oand . ;- . ... . 

c) allowing, concurrently with the molding op- 
IU oration of said shoe portion, the flow (107) of said 
first moldable material into said slits (401) to form 



the said membrane-like element (202). 
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Method of producing a swim ftn 



The present application is divided out from 
application Serial number 85104869.4-2311 filed 
April 22nd, 1985. and is directed to a method of 
producing swim fins, and more particularly to the 
fins of the kind in which the fluid jet or fluid flow 
produced during the propulsive swimming step is 
directed and conveyed in the active propulsion 
direction. 

From FR-A-2 506 612 there is known a swim 
fin comprising a shoe portion and a blade portion 
connected at its root end to said shoe portion, 
wherein said fin comprises at least in the central 
region of said blade portion a dynamically defor- 
mable self-shaping section giving rise to a fluid 
flow conveying canal which is self-shaped in op- 
position to each swimming stroke, so that the. said 
canal is automatically inverted by inverting the 
swimming stroke so as to extert its fluid flow con- 
veying action during both swimming strokes. 

From US-A-3 411 165 there is known a swim 
fin the blade of which comprises substantially in- 
flexible forward extending ribs and a nonstretched 
bellied web the marginal portions of which are 
secured to the said ribs by using rubber adhesion 
techniques. 

From FR-A-2 213 072 there is known a swim 
fin comprising all the features defined in the pre- 
amble of - claim 1 of my co-pending application 
number 851 04869.4-231 1 . 

In my co-pending application number 
-•- 85104869.4-2311 a method is claimed of producing 
a swim fin comprising a shoe portion made of a 
first moldable material; a blade portion made of a 
second comparatively stiff material said blade por- 
tion and said shoe portion being connected to- 
gether in a stable manner by molding in a mold 
said shoe portion on said blade portion, character- 
ized in that said blade portion is provided with 
transversely bowed, longitudinally extending, mem- 
brane like elements, and by the fact that the meth- 
od comprises the steps of: . 

a) forming two longitudinal slits into said 
blade - portion, extending from the free fore 'end of 
said biade portion up to in proximity of the root end 
of said blade portion; 

b) forming at least one groove or channel in 
the said blade portion, and/or on the mold asso- 
ciated with said blade portion, extending from said 
shoe portion up to said- slits, and 

c) allowing, concurrently with the molding 
operation of said shoe portion, the flow of said first 
moldable material into said slits to form the said 
membrane-like elements. 



It is the object of the present invention a meth- 
od of producing a swim fin comprising all the 
features defined in the preamble of claim 1 of my 
above mentioned co-pending application, in com- 
bination with the features mentioned at points (b) 
and (c) of said claim 1, characterized by the fact 
that the blade portion of the fin is provided with an 
odd number of slits ranging from one central slit to 
three slits. 

Further objects, features and advantages of the 
fin according to the invention will be evident from 
the following description of some preferred em- 
bodiments of the invention, made with reference to 
the annexed drawings, in which: 

Figure 1 is a perspective view of a fin ac- 
cording to one embodiment of the invention, and 

Figure 2 is a particular in enlarged scale in 
cross section along line ll-ll, of the fin shown in 
Figure 1 

With reference to the drawing, the numeral 1 
generally denotes the fin according to the inven- 
tion. 

The said fin comprises, in a manner per se 
known, a shoe portion 101. a blade portion, shown 
generally by reference numeral 201. and two side 
ribs 301 for stiffening the blade 201. According to 
the invention, the blade 201 is sidewise provided 
with longitudinal slits' 401 extending in a direction 
substantially parallel to the side ribs 301. from the 
free edge 501 of the blade up to in proximity of the 
root portion 601 of the blade 201 . 

The apex of the slits 401 formed In the blade 
201 . made of a comparatively stiff material, is con- 
nected to the outermost end of the root portion 601 
of the blade by means for instance of grooves 7 
formed in the said root portion 601 of trie i blade 
during the molding operation of the blade' itseiKV^p^- ^ d.. 
During the following molding step ^cif. the i sh6ej? T *^-v-^ 

_ portion of the fin, which is made of a more^upple^^^^. 
and flexible material, and for Instance f of* thejrm^^^gv" 
plastic rubber, the thermopl^cJrubbeifff^|wwd|^^; 
to flow through said grooves 7. in form ofcV Tffid xj^^ 
ribbon 107, up to the interior of the slits ^TfMtiigi 
completely said slits and thus forming" ihe'rMmS 
brane like portions 202, which are in this jrriSine^ 
perfectly welded to the remaining portipns'ofjhe; 

. fin blade.' * ' ' V* 

Of course the grooves 7 may b^forme^in^ 
stead of on the fin blade, on the molo^suTf^^ro ^^fe J 
on both said elements. Morebver,'*'although' h tne^^r' : ' 
membrane portions 202 have been shown as hav-^' ■ • 
ing a thickness which is substantially equal, to the;S 
thickness of the blade portion of the fin, they may- 
be made obviously less thick than the blade portion 
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of the fin. 

In order to further tmproove the pond between 
the membrane 202 and the blade sections 2 and 
701. the edges of the slits 401 may be provided 
with a tenon-like ridge 402. provjded with a number 5 
of through holes 403. which are filled, during the 
molding operation, by the membrane 202 forming- 
material, thus assuring a secure bond between said 
membrane 202 and the blade elements 2, 701. 



Claims 



1) A method of producing a swim fin compris- 
ing a shoe portion (101) made of a first, com- 
parativelly supple, moldable material; 

a blade portion (201) made of a second compara- 
tively stiff material; said blade portion (201) and 
said shoe portion (101) being connected together 
in a stable manner by molding in a mold said shoe 
portion (101) on said blade portion (201). character- 
ized in that said blade portion is provided with at 
least one longitudinally extending deformable 
membrane like element, and by the fact that the 
method comprises the steps of: 

a) forming at least one longitudinal slit (401) 
into said blade portion (201), extending from the 
the free fore end (501) of said blade portion (201) 
up to in proximity of the root end (601) of said 
blade portion (201); 

b) forming at least one groove (7) or channel 
in the said blade portion (201), and/or the mold 
associated with said blade portion (201). extending 
from said shoe portion (101) up to said slit (401). 
and 

c) allowing, concurrently with the molding 
operation of said shoe portion, the How (107) of 
said first moldable material into said slits (401) to 
form the said membrane-like element (202). 

2) The method according to claim 1, in which 
the said slits (401) are in odd number, preferably 
ranging from one to three. 
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